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Specification 

1. Title of the invention 

Method of Coating 

2- Claims 

(1) A method of coating characterised in that: 

a resilient flat roller is used as a coaling roller, 

a hard flat roller is used as a doctor roller , wherein; 

said doctor roller is forced against the rotating coating roller to contact 
' while being halted, during which coating composition over the surface of the 

coating toller is coated onto an article to be coated. 

3. Detailed Description of the Invention 
(Applicable Industrial Field) 

The present invention relates to a method of coating a composition 
such as resist printiiig ink, protection paint, adhesive etc., 
[Prior Art] 

In a method of coating in prior art, a roller coatcr cither comprises a 
flat roller made from rubber being used as a coating roller, and a flat roller 
made from metal being used as a doctor roller, both of which arc rotated 
synchronously, or comprising a roller with grooves made trom rubber being 
used as a coating roller, and a flat roller made from metal being used as a 
doctor roller, both of which are rotated synch ronously. 

[Problems to be Solved by the Invention] 

A roller coater of a type as described above having flat rollers for both 
' the coating roller and the doctor roller Which are rotated synchronously is not 

capable of applying composition having a viscosity of more than 1000 cps, 
because thickness of applied composition may vary over ±5 micron meters. 
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• ( ' 

' As for a roller coater of a type having a roller with grooves as a coating roller, 

and a XlaL roller as a doctor roller which are rotated synchronously is difficult 
to control in. terms of finding proper coating condition. Especially when the 
coating composition contains solid elements such as a case of a liller, 
continuous operation may not be performed. The present invention is 
developed to' solve these kind of problems incurred in prior art, and the 
purpose of the present invention is to provide a method of coating which may 
achieve high accuracy of thickness of coated film, and has a capability of 
performing continuous operation. 

[Means to Solve the Problems] 

The method of coating according to the present invention uses a 
resilient flat roller as a coating roller, and a hard flat roller as a doctor roller, 
and the doctor roller is forced against the rotating coating roller to contact 
while it is being halted, during which coating composition exists over the 
surface of the coating roller is coated onto an article. Therefore, since 
kneading effect over the coating roller is enhanced, which may reduce 
uncvenness of the coated surface, and may improve its uniformity. Detail of 
the present invention is now described. 

Atf for the coating roller to be used for the present invention, a resilient 
Hat roller made from a material such as rubber, poly-urethane etc. is selected. 
Any other types of .material may also be used as far as the material is not 
affected by solvent contained in tho coating composition. It is desirable ttiat 
the coating roller has a resilient feature equivalent to Shore hardness 15-50. 
Namely, if Shore- hardness of lower than 15, accuracy of thickness of the 
coated film is deteriorated, and if it is over 50, again accuracy of the thickness 
is deteriorated. Coating amount varies in accordance with hardness of the 
roller, and if the hardness is higher, the coating amount is lesser, and if the 
hardness is lower, the coating amount, is higher. Proper adjustment is 
necessary for achieving appropriate coating amount. A hard flat roller made 
from a material such as metal, phenol resin etc, may be used as the doctor roll. 
Any other type of material may also be used as far as the material lias enough 
anti-friction characteristics. Under such arrangement, the doctor roller is 
forced against the coating roller while it is being halted, during which the 
t coating composition such as resist, ink, paint, adhesive etc. is coated over the 

article such as a printed circuit substrate, laminated board etc.. 

One embodiment according to the present invention is now be 
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described by referring to the appended drawings. 
[Embodiment] 

Fig. 1 is a schematic cross sectional view showing one embodiment of 
the present invention. 

A combination of a. flat coating roller 1 made from polyurethane having 
Shore hardness 35, and a flat doctor roller 2 made from stainless steel arc 
disposed on both upper side sind lower side relative to an article to be coated. 
Resist ink is supplied between the coating roller 1 and the doctor roller 2. 
The coating roller 1 is rotated, while the doctor roller is forced to contact the 
coating roller 1 and is halted, The resist ink over the surface of the coating 
roller 1 is then coated over the printed circuit substrate 4, which film 
thickness accuracy is as low as Jj 1 micro meter. 

[Effect of the invention] 

The present invention is structured as described above. According to 
the method of coating as defined in claims, accuracy of thickness of the coated 
film may be improved from ±5 micron meter in prior art up to ±1, and may 
• achieve the effect of continuous operation capability. 

4. Brief description of the drawings 

Fig. 1 is a schematic cross sectional view showing one embodiment 
according to the present invention. 

i 

1 1: coating roller, 2- doctor roller, 3: resist ink, 

4: printed circuit substrate 
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